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Expansion
Sio, AlL,O, MgO Na,O CaO coefficient
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1
IMPLANT MATERIAL, IMPLANT
COMPONENT, IMPLANT COMPONENT
MANUFACTURING METHOD, LASER
MACHINING METHOD, AND LASER
MACHINING APPARATUS

CROSS REFERENCE TO RELATED
APPLICATIONS

This application is a National Stage of International Appli-
cation No. PCT/JP2011/074865 filed Oct. 27,2011, claiming
priority based on Japanese Patent Application No. 2010-
244809 filed Oct. 29, 2010, the contents of all of which are
incorporated herein by reference in their entirety.

FIELD

The present invention relates to a material for combining
ceramic hydroxyapatites, which are biomaterials, or combin-
ing a hydroxyapatite and a natural bone, acomponent made of
the material, a method of manufacturing the component, a
machining method, and a machining apparatus.

BACKGROUND

In joining of biological tissue substitute components made
of ceramic hydroxyapatites, which are biomaterials, machin-
ing has been difficult because a fracture (also referred to as
crack) occurs in the hydroxyapatites in a melting process for
the hydroxyapatites. Therefore, as a method of forming the
hydroxyapatites in a component shape, molding by a die or
machining has been generally adopted.

It is known that, in a machining method for combining a
bone tissue and an implant material such as ceramic, which is
a biomaterial, or a composite material, a texture machined
surface is used for the implant material to enhance bone
adhesion and, therefore, to stabilize the position of the
implant material (a surgical transplant material) with respect
to a bone. For example, in an artificial hip including a thigh-
bone sub-aggregate fixedly attached in the thighbone of a
patient and an acetabulum sub-aggregate fixedly placed in the
acetabulum of the patient, the thighbone sub-aggregate rep-
resentatively includes an artificial stem provided with a tex-
ture machined surface and the acetabulum sub-aggregate rep-
resentatively includes an artificial cup provided with the
texture machined surface. The texture machined surfaces are
provided to facilitate proliferation of bones. However, texture
machined surfaces are positioned until adhesion and fixed by
plaster casts after setting. A period of several months is some-
times required until fixation.

Therefore, to realize a reduction and stabilization of a time
for joining the implant material and the bone tissue, a tech-
nology for joining the implant material and the bone tissue
using laser machining has been disclosed (see, for example,
Patent Literature 1). A technology for realizing improvement
of’biocompatibility and high toughness of adhesion to a tissue
has also been disclosed (see, for example, Patent Literature
2).

CITATION LIST
Patent Literature
Patent Literature 1: WO 2008/023708

Patent Literature 2: Japanese Patent Application Laid-
Open No. S64-032867
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2
SUMMARY

Technical Problem

In general machining of a component made of a hydroxya-
patite, a method of molding by a die or forming by machining
has been adopted. Therefore, there is a problem in that a
machining time and machining costs increase. In particular,
in manufacturing of a component having a complicated shape
in a portion and having a simple shape in the other portion, it
is desirable to adopt a manufacturing process for separately
manufacturing the complicated portion and the simple por-
tion and joining the respective portions in a post-process.
However, because there is the problem of a crack as explained
above, the manufacturing cannot be realized. It has been
necessary to integrally form the portions. As a result, a long
machining time and high machining costs have been required.

If laser welding can be adopted for these kinds of machin-
ing of a component made of a hydroxyapatite, a significant
effect may be exerted for a reduction in the machining time
and the machining costs.

In the method of laser-joining the implant material and the
bone tissue described in Patent Literature 1, a ratio of a
cordierite component contained in a hydroxyapatite, which is
an implant material, is not specified. Therefore, joining has
been defective in some cases. As a main joining defect, a
fracture occurs in a junction of the hydroxyapatite or in the
vicinity of the junction. Therefore, a reduction of the joining
defect is necessary in the joining of the hydroxyapatite and
the bone tissue.

In the technology described in Patent Literature 2, a cordi-
erite component SiO,+Al,0;+MgO and a quartz glass com-
ponent SiO, are specified. However, combinations of the
cordierite component and the quartz glass component with
the hydroxyapatite are not specified. This is because laser
machinability and effectiveness of joining with the hydroxya-
patite are not taken into account.

Solution to Problem

To solve the problems explained above and achieve an
object, the inventor earnestly conducted researches and found
out that a weight ratio of the cordierite component mixed in
the hydroxyapatite is closely related to a fracture in the junc-
tion and in the vicinity of the junction in the laser machining.
In a hydroxyapatite to be joined to another hydroxyapatite or
a bone by laser machining (machining of the bone and the
hydroxyapatite includes irradiation of the bone with laser
light and irradiation of the hydroxyapatite with laser light), to
prevent occurrence of a fracture in a junction and in a periph-
eral portion of the junction during laser machining, the
present invention provides an optimum weight ratio of a
cordierite or quartz glass component mixed in the hydroxya-
patite. As a mixing ratio of the cordierite or quartz glass
component, the cordierite or quartz glass component is mixed
at least at a weight ratio equal to or higher than 25.7%.

The present invention provides a laser machining appara-
tus including: a laser irradiating unit configured to irradiate,
with laser light, a joining position of the hydroxyapatites in
which the cordierite or quartz glass component is mixed at
least at the weight ratio equal to or higher than 25.7% or a
joining position of a bone and the hydroxyapatite in which the
cordierite or quartz glass component is mixed at least at the
weight ratio equal to or higher than 25.7%; a machining-
condition determining unit configured to determine a machin-
ing condition in joining the hydroxyapatites or the bone and
the hydroxyapatite; and a control unit configured to control,
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based on the machining condition determined by the machin-
ing-condition determining unit, the irradiation in joining the
bone and the hydroxyapatite with the laser light.

Further, the present invention provides an implant compo-
nent manufacturing method for joining, by irradiating with
the laser light, the hydroxyapatites in which the cordierite or
quartz glass component is mixed at least at the weight ratio
equal to or higher than 25.7% or a bone and the hydroxyapa-
tite in which the cordierite or quartz glass component is mixed
at least at the weight ratio equal to or higher than 25.7% to
manufacture an implant component having a new shape.

Advantageous Effects of Invention

According to the present invention, because the cordierite
or quartz glass component is mixed in the hydroxyapatite at
least at the weight ratio equal to or higher than 25.7%, it is
possible to prevent a fracture from occurring in a junction of
the hydroxyapatite or vicinity of the junction when the
hydroxyapatites themselves are joined or the bone or the
hydroxyapatite are joined by irradiating them with laser light.
Consequently, there is an effect that it is possible to easily join
the hydroxyapatites or join the bone and the hydroxyapatite in
a short time using the laser machining.

BRIEF DESCRIPTION OF DRAWINGS

FIG.1 is a diagram of a relation between a mixing ratio and
occurrence of a fracture that occurs when an implant material
in which a cordierite is mixed in a hydroxyapatite is irradiated
with laser light.

FIG. 2 is a diagram of laser machining conditions for
obtaining a table shown in FIG. 1.

FIG. 3 is surface photographs of an implant component
which is irradiated with laser light.

FIG. 4 is a graph of a relation between a mixing ratio and
occurrence of a fracture in the case the implant material in
which the cordierite is mixed in the hydroxyapatite is irradi-
ated with the laser light.

FIG. 5 is a sectional view of an implant component made of
an implant material according to the present invention.

FIG. 6 is a table of components and coefficients of thermal
expansion of various materials mixed in the hydroxyapatite.

FIG. 7 is a block diagram for explaining the configuration
of'alaser machining apparatus according to the present inven-
tion.

FIG. 8 is a diagram for explaining a process of joining of a
bone and the implant component according to the present
invention.

FIG. 9 is photographs of a state of joining of implant
components according to the present invention.

DESCRIPTION OF EMBODIMENTS
First Embodiment

FIG. 1 is a diagram of a result obtained by irradiating an
implant component with laser light and checking presence or
absence of a fracture (also referred to as a crack). The implant
component is manufactured by baking an implant material
while changing a mixing ratio of a cordierite, which is a glass
biological material, in a hydroxyapatite, which is an implant
material, in the implant material. The hydroxyapatite is a
substance indicated by a chemical formula “Ca,,(PO,)
(OH),”. The cordierite is a substance formed of silicon oxide
(8i0,), which is a glass component having a small coefficient
of thermal expansion, aluminum oxide (Al,O;), or magne-
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sium oxide (MgO). The implant component was manufac-
tured by changing, as a mixing ratio of the hydroxyapatite and
the cordierite, a weight ratio (cordierite (% )/hydroxyapatite
(%)) at an interval of 10% from 0% to 100% and 100% to 0%,
respectively.

Concerning laser machining conditions, penetration depth
of the implant material to the implant component in a section
to be irradiated with laser light was set to be five kinds
including 1 mm, 3 mm, 5 mm, 7 mm, and 10 mm. The
penetration depth is a distance from a melted lowest position
from the surface on a side of the implant component irradiated
with the laser light. Specific machining conditions are shown
in FIG. 2. In FIG. 2, a range of a laser output, for example, a
laser output of 300 to 500 W in the case of a penetration
amount of 1 mm is a range in which proper penetration depth
is obtained and foaming necessary in joining explained below
is obtained. An irradiation time is time from the start of the
laser irradiation until completion of the foaming. In this
experiment, the irradiation time tended to be shorter as the
laser output was larger. Other machining condition param-
eters not shown in the figure are duty: 10%, alaser type: CO,,
a lens focal distance: 7.5 inches, an assist gas type: Ar, an
assist gas flow rate: 10 liters/minute, and a nozzle diameter: 2
mm. However, the other machining condition parameters are
not predominant concerning an ability of joining, which is the
object of the present invention. The other machining condi-
tion parameters are parameters for controlling the quality of a
junction. Numerical values described in the figure are not
essential and need to be corrected according to a situation.

In FIG. 1, machining in which a fracture occurred is indi-
cated by an x-mark and machining in which a fracture did not
occur is indicated by a white circle. In laser machining with
small penetration depth of 1 mm, a fracture did not occur in a
range in which a cordierite amount was increased from a ratio
30%/70% of cordierite (%)/hydroxyapatite (%). As the pen-
etration depth increased, a boundary between a region where
afracture occurred and a region where a fracture did not occur
shifted to a region where the cordierite amount was increased.
In a condition the laser output was equal to or smaller than 1
kW, arelation between occurrence of a fracture and a mixing
ratio ofthe cordierite was the same as FIG. 1 at all penetration
amounts including a penetration amount with which appro-
priate foaming was not obtained.

FIG. 3 is actual surface photographs of an implant compo-
nent that is irradiated with laser light to obtain the result of
FIG. 1. As experiment conditions, the implant component
was irradiated with the laser light at a laser output of 600 W
and an irradiation time of 0.9 second to obtain penetration
depth of 5 mm. As it is seen from FIG. 3, at a ratio 50%/50%
of cordierite (% )/hydroxyapatite (%), a workpiece is frac-
tured to the left and right. At ratios 60%/40%, 70%/30%, and
90%/10% of cordierite (%)/hydroxyapatite (%), no fracture
occurs and melted traces are seen around an irradiation posi-
tion with the laser light.

As shown in FIGS. 1 and 3, it was found that a fracture is
not caused by being irradiated with laser in an implant com-
ponent manufactured from an implant material in which the
cordierite is mixed in the hydroxyapatite at an appropriate
weight mixing ratio. As shown in FIG. 1, because a fracture
occurs at all penetration depths if the cordierite weight mix-
ing ratio is smaller than 30%, the cordierite weight mixing
ratio at least equal to or larger than 30% is necessary to obtain
penetration depth of 1 mm. It was found that it is necessary to
increase the weight mixing ratio of the cordierite when pen-
etration depth is further increased to realize improvement of
joining strength. The increase in the weight mixing ratio is
clarified by representing, as a graph, the penetration depth of
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the laser irradiation section in FIG. 1 and a minimum weight
mixing ratio of the cordierite at which no fracture occurred at
respective penetration depths. FIG. 4 is the graph. A mixing
ratio of the cordierite at which a fracture does not occur can be
represented by the following formula according to FIG. 4:

W(%)=5.8xxD(mm)+25.7 (Formula 1)

where, W (%) indicates the weight mixing ratio of the cordi-
erite and D (mm) indicates the penetration depth of the sec-
tion that is irradiated with laser. When D is setto 0, because W
is 25.7, the minimum weight ratio can be set to 25.7%. (For-
mula 1) is obtained by directly converting the result shown in
FIG. 1 into a graph and subjected to linear approximation.
However, actually, it is likely that an error of about 20%
occurs in the mixing ratio of the cordierite. This is because,
porosities are respectively determined for ceramics such as
the hydroxyapatite and an error of about 20% is likely to
occur according to a difference of the porosities. A maximum
value of the mixing ratio is 100%. Essential machining con-
ditions are the output and the irradiation time shown in FIG.
2. When the output is too low, a thermal effect is increased.
When the output is too high, a fracture due to a thermal shock
easily occurs. Therefore, preferential setting is necessary for
the output. After the output is determined, the irradiation time
is set such that predetermined penetration depth is obtained
according to the output. Therefore, a parameter of the irradia-
tion time is ranked subordinate. The other condition param-
eters are as explained with reference to FIG. 1.

As explained above, when the penetration depth of the laser
irradiation section increases, the mixing ratio of the cordierite
needs to be increased. A reason for the increase in the mixing
ratio is presumed as explained below. That is, a crack due to
the laser irradiation is caused by suppression of thermal
expansion. As a penetration amount increases, a crack more
easily occurs because force of the suppression increases.
Because of the same reason, in cutting of ceramics or quartz
glass, a thin plate can be cut without a crack but, when plate
thickness increases, the ceramics or the quartz glass is frac-
tured. Meanwhile, it is possible to increase a component
having a small expansion coefficient by increasing the mixing
ratio of the cordierite. Consequently, an amount of thermal
expansion decreases and a crack less easily occurs. This is a
reason for the results shown in FIGS. 1 and 3.

In the experiment in FIG. 1, the entire implant component
is molded from the implant material manufactured at a pre-
determined cordierite mixing ratio irrespective of the penetra-
tion depth of the implant material of the laser irradiation
section. However, actually, it is unnecessary to manufacture
the entire implant component from the implant material hav-
ing the predetermined cordierite mixing ratio. A mixing ratio
in only a portion to be melted during laser machining has to
satisfy (Formula 1). FIG. 5 is a schematic diagram of a cross
section of an implant component in which the hydroxyapatite
and the cordierite are mixed. FIG. 5(a) is a diagram of a cross
section of a general implant component of a hydroxyapatite
11 that has existed from the past. FIG. 5(b) is a diagram of a
cross section of an implant component molded from an
implant material 12 in which the cordierite is uniformly
mixed in the hydroxyapatite in the present invention. FIG.
5(c) is a diagram of a cross section of an implant component
including the implant material 12 in which the cordierite is
uniformly mixed to predetermined depth in a surface portion
of the implant component of the hydroxyapatite 11 in the
present invention.

In joining of the implant component by the laser light, a
surface layer of the implant component is melted and com-
bined. Therefore, as shown in FIG. 5(¢), only the surface layer
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6

to be melted by irradiation with the laser light may be a
constituent tissue suitable for joining in which the hydroxya-
patite and the cordierite are mixed. In this case, a mixing ratio
of' the cordierite only has to be determined from (Formula 1)
using the thickness of the surface layer as the penetration
depth. On the other hand, as shown in FIG. 5(b), the entire
implant component is the constituent tissue in which the
hydroxyapatite and the cordierite are mixed. In this case,
when the implant component is divided and joined by the
laser light, even if the laser joining surface is an inside that
appears according to the division of the implant component, it
is possible to take measures to make the mixing ratio of the
cordierite appropriate and prevent a fracture from occurring.

In the above explanation, the cordierite, which is the glass
biomaterial, is mixed in the hydroxyapatite, which is the
implant material. However, it was found that the same effect
is obtained when quartz glass, which is also a glass biomate-
rial, is mixed in the hydroxyapatite instead of the cordierite.
Concerning a relation between occurrence of a fracture of the
implant component and a weight mixing ratio of the quartz
glass, a result same as the result shown in FIGS. 1 and 4 was
obtained. Further, when a mixture of the cordierite and the
quartz glass is mixed in the hydroxyapatite, concerning a
weight ratio of the mixture of the cordierite and the quarts
glass and the hydroxyapatite and a fracture of an implant
material formed by the mixture due to irradiation with laser,
an effect same as the effect in FIGS. 1 and 4 was obtained.

In general, in melting by local heating of ceramic, a crack
is caused by expansion and contraction of a workpiece.
Therefore, the entire workpiece is heated in a furnace and
melted and jointed. However, in melting by local heating of an
implant component having a mixing ratio 60%/40% of the
cordierite and the hydroxyapatite, the coefficient of thermal
expansion of the cordierite effectively acts and a crack does
not occur. FIG. 6 is a table of components and coefficients of
thermal expansion of soda glass, which is representative
glass, quartz glass (Silica glass), and cordierite. The quartz
glass also shows a sufficiently low coefficient of thermal
expansion. As explained above, a crack does not occur as in
the cordierite. This indicates that, if a glass biomaterial that
can be mixed in the hydroxyapatite has a coefficient of ther-
mal expansion lower than that of the cordierite, the quartz
glass is a target that can be joined by laser.

Second Embodiment

A method and an apparatus for laser-machining the
implant component formed of the implant material in which
the cordierite or the quartz glass is mixed in the hydroxyapa-
tite at the appropriate weight ratio explained in the first
embodiment is explained. FIG. 7 is a block diagram of the
configuration of a laser machining apparatus according to an
embodiment of the present invention. A laser machining
apparatus 1 includes: a laser irradiating unit 10; an energy-
level control unit 21; a laser-switching control unit 22; a
focal-position control unit 23; a machining-condition deter-
mining unit 30; a luminance detecting unit 41; and a time
measuring unit 42.

The energy-level control unit 21, the laser-switching con-
trol unit 22, and the focal-position control unit 23 are some-
times referred to as control unit as well. The luminance
detecting unit 41 and the time measuring unit 42 are some-
times referred to as machining-state detecting unit as well.
Luminance detection can be processed as well by visual
determination of a skilled operator according to the level of
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skill of the operator. Therefore, an apparatus not including the
luminance detecting unit 41 can also deal with the luminance
detection.

The laser machining apparatus 1 uses the implant compo-
nent obtained by baking the implant material in which the
cordierite is mixed in the hydroxyapatite at an appropriate
weight ratio explained in the first embodiment and joins a
plurality of the implant components themselves or the
implant component (an artificial bone or an artificial tooth
root) and a bone (or a tooth) using laser machining. The laser
machining apparatus 1 is an apparatus that, in a joining pro-
cess for the implant components or the implant component
and the bone or the tooth, irradiates the implant component
and the bone with laser based on predetermined control to
firmly keep a joining position relation between the implant
component and the bone until proliferation of the bone is
sufficiently facilitated and in future. The laser machining
apparatus 1 irradiates the the implant component and the bone
with laser to perforate the implant component and the bone
and join the implant component and the bone.

The laser irradiating unit 10 irradiates a workpiece such as
the implant component or the bone with the laser. The laser
irradiating unit 10 is connected to the energy-level control
unit 21, the laser-switching control unit 22, and the focal-
position control unit 23. The laser irradiating unit 10 irradi-
ates, based on control by the energy-level control unit 21, the
laser-switching control unit 22, and the focal-position control
unit 23, the implant component and the bone with laser under
predetermined machining conditions.

The laser-switching control unit 22 causes, based on an
instruction from the machining-condition determining unit
30, the laser irradiating unit 10 to switch a type of laser light
that irradiates the workpiece with the laser irradiating unit 10.
The laser-switching control unit 22 selects at least one laser
light out of, for example, CO, laser YAG (Yttrium Aluminum
Garnet) laser, CO laser, UV (Ultra Violet rays)-YAG laser,
fiber laser, green laser, and excimer laser and causes the laser
irradiating unit 10 to switch the type of the laser light that
irradiates the workpiece with the laser irradiating unit 10.

The focal-position control unit 23 controls, based on an
instruction from the machining-condition determining unit
30, a focal position of the laser light that irradiates the work-
piece with the laser irradiating unit 10 (concentrates the laser
light). The energy-level control unit 21 controls, based on an
instruction from the machining-condition determining unit
30, an energy level of the laser light that irradiates the work-
piece with the laser irradiating unit 10.

The machining-condition determining unit 30 sends
instructions to the energy-level control unit 21, the laser-
switching control unit 22, and the focal-position control unit
23 to irradiate the implant component and the bone with laser
under the predetermined machining conditions. The machin-
ing-condition determining unit 30 sends an instruction con-
cerning the energy level of the laser light that irradiates the
workpiece to the energy-level control unit 21, sends an
instruction concerning the type of the laser light that irradi-
ates the workpiece to the laser-switching control unit 22, and
sends an instruction concerning the focal position of the laser
light that irradiates the workpiece to the focal-position con-
trol unit 23.

The machining-condition determining unit 30 determines,
based on the luminance of the workpiece received from the
luminance detecting unit 41 and a measured time (e.g., time
from the start of laser machining) received from the time
measuring unit 42, machining conditions in irradiating the
implant component and the bone with laser. The machining-
condition determining unit 30 then sends the instructions to
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8

the energy-level control unit 21, the laser-switching control
unit 22, and the focal-position control unit 23 based on the
determined machining conditions.

The luminance detecting unit 41 detects the luminance of
the workpiece (the luminance of a laser light at the section of
the workpiece that is irradiated) as a machining state of the
workpiece and sends the luminance of the workpiece to the
machining-condition determining unit 30. The time measur-
ing unit 42 measures, as a machining state of the workpiece,
for example, an elapsed time from the start of the laser
machining, an elapsed time from the start of the perforation of
the implant component, an elapsed time from the start of the
perforation of the bone, and an elapsed time of irradiation,
with the laser light, of a junction (a combined portion of the
bone and the implant component) to join the implant compo-
nent and the bone and sends the elapsed time being measured
to the machining-condition determining unit 30.

Specific laser machining by the laser machining apparatus
1 is explained. The laser irradiating unit 10 of the laser
machining apparatus 1 applies, for example, as the laser light,
light having high energy density equal to or higher than 103
W/cm?® condensed in a diameter equal to or smaller than about
0.3 mm. Consequently, it is possible to narrow down a
machining region by the laser light and locally heat the
machining region and apply perforation and melting to the
workpiece in a short time. The laser machining apparatus 1
can control time for melting the workpiece, i.e., an irradiation
time with the laser light and a melting range of the workpiece
according to selection (determination) of a machining condi-
tion, i.e., an output condition of the laser light by the machin-
ing-condition determining unit 30. The irradiation time with
the laser light mainly contributes in the depth direction of the
melting range and a condensing diameter of the laser light
mainly contributes in the radial direction of the melting range.
The laser machining apparatus 1 can be applied to a wide
variety of workpieces such as metal, resin, and ceramics to the
perforation and the melting according to the selection of a
machining condition by the machining-condition determin-
ing unit 30.

A process for performing the perforation of the workpiece
as specific laser machining by the laser machining apparatus
1 and thereafter joining the bone and the implant component
is explained. FIG. 8 is a diagram for explaining a process in
which a bone 51 is irradiated with laser light 4 to carry out
perforation and thereafter an implant component 52 arranged
under the bone foams and the bone 51 and the implant com-
ponent 52 are joined. That is, the laser machining is per-
formed with the bone 51 arranged on side to be irradiated with
the laser light 4 and the implant component 52 arranged on a
counter-irradiation side on the opposite side of the irradiation
side with respect to the bone 51. In the following explanation,
the irradiation side is simply referred to as upper side or above
as well and the counter-irradiation side is simply referred to as
lower side or under as well.

Specifically, FIG. 8(a) is a diagram in which the implant
component 52 having thickness of 5 mm and a mixing ratio
60%/40% ofthe cordierite and the hydroxyapatite is arranged
under the bone 51 having thickness of 1 mm.

FIG. 8(b) is a diagram in which the bone 51 and the implant
component 52 arranged in the upper and lower sides in FIG.
8(a) are irradiated with CO, laser light 4 from above the bone
51 and perforation is carried out in the bone 51. A hole
dimension of the perforation in the bone 51 can be arbitrarily
changed by adjusting a focal position where the laser light 4
is condensed. As the perforation by the laser light develops
from the surface side to the inside of the workpiece, laser
energy is consumed by perforation and attenuates. Therefore,
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a hole diameter decreases toward the inside. Even when the
perforation is performed using the YAG laser having wave-
length of 1.06 um, which is one tenths of the wavelength of
the CO, laser, perforation with a small thermal effect can be
performed in the same manner as the CO, laser.

In the perforation, when the UV-YAG laser or the excimer
laser having the wavelength of laser light in an ultraviolet
region or the green laser having the wavelength of laser light
in a visible light region is used, electron-excited composition
and decomposition by ultraviolet light or visible light occurs
and photochemical machining (ablation machining) is per-
formed. Therefore, it is possible to reduce a thermal effect on
the bone, the implant material, and the like to be smaller than
the thermal effects of the CO, laser, the YAG laser, and the
fiber laser, which are infrared lasers.

When the perforation is carried out in the bone and the
implant material using the UV-YAG laser, the excimer laser,
or the green laser, the perforation finer than the perforation by
the CO, laser and the YAG laser, which are the infrared lasers,
is possible. That is, the perforation in the bone and the implant
material with a little thermal effect is possible irrespective of
atype of alaser in use (the CO, laser or the YAG laser, which
are the infrared lasers, and the UV-YAG laser, the excimer
laser, and the green laser, which are the ultraviolet lasers).

The perforation can be performed by all laser lights such as
the CO, laser, the YAG laser, the fiber laser, the excimer laser,
and the UV-YAG laser.

In FIG. 8(c), when from a portion perforated in the bone 51
is further irradiated with the CO, laser light 4, and the implant
component 52 is melted, a foaming portion 5 is further gen-
erated. Because the hole perforated in the bone 51 is tapered
as explained above, when viewed from the implant compo-
nent 52, the hole is a reversely-tapered hole. Therefore, when
the foaming portion 5 enters the hole, as it is evident from
FIG. 8(c), the foaming portion 5 less easily escapes in the
direction of the implant component 52. Further, because the
foaming portion 5 and the implant component 52 are inte-
grated, the implant component 52 is firmly connected to the
bone 51. Again, the melting and the foaming of the implant
material can be performed by all laser lights such as the CO,
laser, the YAG laser, the fiber laser, the excimer laser, and the
UV-YAG laser.

FIG. 9 is photographs of a weld bead 53 formed when the
workpiece of the implant component 52 having the mixing
ratio 60%/40% of the cordierite and the hydroxyapatite was
brought into contact with the bone 51 and laser-welded. FI1G.
9(a) is a photograph of a contact section and FIG. 9() is an
enlarged photograph of an encircled portion in FIG. 9(a), i.e.,
the contact section. The laser welding was carried out under
laser machining conditions: the CO, laser, an output of 400
W, and machining speed of 1 m/min. The width of the weld
bead 53 was 2.65 mm and the depth of the weld bead 53 was
1.01 mm. No fracture occurred in a welded section and sat-
isfactory welding quality was obtained.

As the time of the laser irradiation is set longer, a melting
region, in particular, a region in the depth direction is
expanded. Therefore, the time of the laser irradiation is
changed according to the intensity of joining. That is, the
machining-condition determining unit 30 sets the laser irra-
diation time long when high intensity is requested for the
joining and sets the laser irradiation time short when high
intensity is unnecessary for the joining. The machining-con-
dition determining unit 30 may set the laser irradiation time
based on an instruction from a user (a command from an input
unit) or may set the laser irradiation time based on luminance
detected by the luminance detecting unit 41.
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The laser machining apparatus 1 can expand the melting
region as well according to adjustment of a focal position or
selection of condensing optical component. Therefore, the
machining-condition determining unit 30 selects a focal posi-
tion corresponding to the melting region as a machining con-
dition and instructs the focal-position control unit 23 to adjust
the focal position. The laser machining apparatus 1 may be
configured to be capable of selecting, for each laser machin-
ing, a condensing optical component corresponding to the
melting region. For example, the laser machining apparatus 1
is configured to select a condensing optical component hav-
ing a large focal length when a laser irradiation portion is far
from the laser irradiating unit 10 and select a condensing
optical component having a small focal length when the laser
irradiation portion is close to the laser irradiating unit 10. The
laser machining apparatus 1 may be configured to automati-
cally change the condensing optical component based on an
instruction from the machining-condition determining unit
30. Naturally, the user of the laser machining apparatus 1 may
manually change the condensing optical component in
advance.

The laser machining apparatus 1 may use any laser oscil-
lator and any condensing optical component. For example, in
the perforation process, the laser machining apparatus 1 can
obtain a very small hole by using a laser oscillator and a
condensing optical component that can obtain high energy
density.

With the implant material having the mixing ratio in the
first embodiment, a satisfactory junction is obtained under
normal laser machining conditions. However, under abnor-
mal laser machining conditions, for example, at an excessive
laser output or irradiation time, unsatisfactory joining may be
performed in some case. The luminance in the vicinity of the
junctionis different when the satisfactory junction is obtained
and when unsatisfactory joining is performed. Therefore, for
example, when the laser machining apparatus 1 performs the
laser machining without performing monitoring of lumi-
nance, if there is a problem in setting of the laser machining
conditions, laser energy equal to or larger than a heat input
necessary for the perforation and the joining is applied to the
bone 51 and the implant component 52 in some case. When
there is an excessive heat input, a portion affected by a ther-
mal effect in the workpiece increases and a melted material
does not coagulate and scatters. Therefore, joining is not
satisfactorily performed. On the other hand, in the laser
machining apparatus 1 according to the second embodiment,
the luminance detecting unit 41 performs detection (monitor-
ing) and machining conditions are determined using the
detected luminance. Therefore, even if the machining condi-
tions are abnormal, it is possible to obtain a satisfactory
junction.

In the explanation in the second embodiment, the laser
machining apparatus 1 includes the luminance detecting unit
41 and the time measuring unit 42. However, the laser
machining apparatus 1 may not include the luminance detect-
ing unit 41 and the time measuring unit 42. In this case, the
user of the laser machining apparatus 1 detects a machining
state of the workpiece through a visual observation and the
machining-condition determining unit 30 determines
machining conditions based on an input of instruction infor-
mation from the user. That is, the laser machining apparatus 1
determines machining conditions for the workpiece without
performing detection of a machining state by the luminance
detecting unit 41 and the time measuring unit 42. Naturally, if
appropriate machining conditions are set, with the implant
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material having the mixing ratio in the first embodiment, it is
possible to obtain satisfactory joining without worrying about
luminance.

The machining-condition determining unit 30 determines
machining conditions based on the luminance detected by the
luminance detecting unit 41 and the time measured by the
time measuring unit 42 and applies the laser irradiation to the
workpiece. Therefore, it is possible to perform appropriate
laser irradiation and joining corresponding to the workpiece.
Among the treatments of the laser machining apparatus 1
explained in the second embodiment, all or a part of the
treatments explained as being automatically performed can
be manually performed.

The machining-condition determining unit 30 determines,
as machining conditions, an energy level of laser light, a type
of the laser light, a focal position, an irradiation time of the
laser light, and the like and applies laser irradiation to the
workpiece based on the determined machining conditions.
Therefore, it is possible to perform stable appropriate perfo-
ration and joining for each perforation and joining of the
workpiece.

Third Embodiment

The implant component molded from the implant material
in which the cordierite is mixed in the hydroxyapatite at the
appropriate weight ratio explained in the first embodiment is
joined by the laser light using the laser machining apparatus
and the laser machining method explained in the second
embodiment. This makes applications explained below pos-
sible.

Laser machining according to the present invention makes
melting of ceramic that does not adversely affect a living
organism in a narrow space in a surgical operation and does
not cause a crack possible. That is, with the implant material
according to the first embodiment, a crack does not occur
under normal machining conditions. The heating by the laser
light from the laser machining apparatus 1 (the laser irradiat-
ing unit 10) has a characteristic that, according to an instruc-
tion of machining conditions by the machining-condition
determining unit 30 (control from the energy-level control
unit 21, the laser-switching control unit 22, and the focal-
position control unit 23), machining is finished in a range in
which a region for heating workpiece is spatially and tempo-
rally limited. The heating is effective as a surgical operation
method as well.

The laser machining apparatus 1 can complete machining
in a short time by using a laser oscillator and a condensing
optical component having high energy density. Therefore, it
is possible to reduce a thermal effect on the bone 51 and the
implant component 52.

In the workpiece machined by the laser machining appa-
ratus 1, whichever of the bone 51 and the implant component
52 can be arranged above and can be arranged below. A joint
for the bone 51 and the implant component 52 may be either
a lap splice or a butt joint. The bone in the present invention
may be obtained by laser-machining a bone of an animal
including a human bone.

In the present invention, the bone and the implant compo-
nent can be easily joined in a short time. Therefore, in treat-
ment for joining the bone and the implant component, it is
possible to prevent a shift from occurring in a positional
relation between the implant component and the bone during
joining of the implant component and the bone and it is
possible to easily perform the treatment in a short period. A
large-scale jig for fixing necessary during joining treatment in
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the past is unnecessary. Therefore, it is possible to provide a
comfortable life even during treatment.

In the above explanation, a surgical operation for perform-
ing the joining of the bone 51 and the implant component 52
in the body of an animal is explained. However, naturally, it is
also possible to remove the bone 51 from the animal and
perform the laser machining on the outside of the body of the
animal. When the bone 51 is removed from the animal and the
bone 51 and the implant component 52 are joined, the bone 51
and the implant component 52 after the joining are returned to
the inside of the body of the animal according to necessity.
Naturally, the bone after the joining can be returned to the
inside of the body of the animal from which the bone is
removed or may be returned to the inside of the body of
another animal.

It is also possible to easily create an implant component
having a new shape in a short time by joining the bone
removed from the animal and the implant component in the
first embodiment or joining a plurality of the implant compo-
nents in the first embodiment. In particular, in manufacturing
an implant component having a complicated shape in a por-
tion and having a simple shape in the other portion, it is
possible to adopt a manufacturing process for separately
manufacturing the complicated portion and the simple por-
tion and joining the respective portions in a post-process.
Compared with a method of molding the entire implant com-
ponent through molding by a die or shaving at a time, the
manufacturing process is extremely effective for a reduction
in a machining time and a reduction in machining costs.

In this way, according to the present invention, in the join-
ing of the bone and the implant component or the joining of
the implant components, the bone and the implant component
are irradiated with the laser light such as the CO, laser or the
YAG laser. Therefore, it is possible to easily join the bone and
the implant component or join the implant components in a
short time. The present invention is effective for a surgical
operation and manufacturing of a new implant component. In
all the embodiments explained above, the safe effect is
obtained even if the bone is replaced with a tooth in the
explanation about the bone.

INDUSTRIAL APPLICABILITY

As explained above, the implant material according to the
present invention is suitable for joining by laser machining
and, in particular, suitable for joining of a bone or a tooth and
an implant component and joining of implant components.

REFERENCE SIGNS LIST

1 laser machining apparatus

4 laser light

5 foaming portion

6 irradiation position of laser light

10 laser irradiating unit

21 energy-level control unit

22 laser-switching control unit

23 focus-position control unit

30 machining-condition determining unit

41 luminance detecting unit

42 time measuring unit

51 bone

52 implant component

53 weld bead

The invention claimed is:

1. An implant material used for manufacturing of an arti-
ficial bone and an artificial tooth root, wherein
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a quartz glass, or a mixture of a cordierite and the quartz
glass is mixed in a hydroxyapatite at least at a weight
ratio equal to or higher than 25.7%.

2. The implant material according to claim 1, wherein the
weight ratio of the quartz glass, or the mixture of the cordi-
erite and the quartz glass is increased according to predeter-
mined penetration depth of the implant material melted when
an implant component to be formed using the implant mate-
rial is irradiated with laser light.

3. The implant material according to claim 2, wherein,
when the weight ratio of the quartz glass, or the mixture of the
cordierite and the quartz glass is represented as W (%) and the
penetration depth is represented as D (mm), W is set accord-
ing to D to satisfy a following formula:

W=5.8xD+25.7.

10

15

14



